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BACKGROUND AND HISTORY OF THE 
STEN MKIT SM6 


The purpose ond scope of this Instructional manus] is to present 
a step-by-step procedure for building the STEN MK IT submachine gun, using 
for its foundation a commercially purchased STEN MK IT ports kit. The 
method presented in this text incorporates the use of « RECEIVER TEMPLATE 
which enables even the most inexperfenced builder to ochieve professional 
results in constructing the STEN SNE. 


The STEN MK [1 SMG ‘5 & conventional type second generation submachine 
gun being chambered for the 9 mm cartridge, The ortgins of the STEN fe 
back to the early days of WWII, # time when Great Britain was desperately 
fighting for survivel. Great Britain had prior to that time tested various 
SME designs, but had little real interest tn arming its forces to any 
large degroe with this type weapon, American made 1928 THOMPSON .45 SMG‘s 
were Leh | inported early in the war of 1939, but ft was an expenstve 
and complicated weapon to build, and a replacement was sought. Another 
fmportant factor was that the German U-Boat campatgn fn the North Atlantic 
was having @ devastating effect om allied shipping, many of the LEND-LEASE 
THOMPSON'S destined for Britain resting in watery graves. 


The British evacuation of Dunkirk in June 1949 left the expeditionary 
force in a desperate situation since during the hasty retreat many of 
{ts weapons were lost to the Germans, The success of the Genmen MP-238 
SMG was noted by the British, and a quickly destgned version fncorporating 
many of the same features as the MP-26 was put imto production. The new 
weapon was the LANCHESTER MKI, a reliable and robust weapon bearing a 
strong resemblance to the NP-28, At this pofmt the traditional English 
quality was still present, featuring polished blue steel, a walmut stock, 
polished brass buttplate, and brass wagariné housing. This weapon was 
still much too slow and expensive to produce considering the grovety of 
the situation, and work began designing a replacement for the LANCHESTER 
even before the first production models were completed. 


The following generation of British SWG's introduced a new concept 
in submachine gun design and manufacture, The STEN family evolved through 
the course of WWII, the basic design being developed by Reginald ¥. Shep- 
perd, Director of the Birmingham Smet] Arms Company. and Harold J. Turpin, 
the primcipal designer fn conjunction with Royal Small Arms Factory at 
Enfield where the STEN was first produced, The name “STEN” 1s dertved 
from the first letter of the last name of each designer, and the first 
two letters of Enfield, Their first effort went from the drafting table 


to actual production in less than three months. The resultant model was 
the STEN 1, a selective fire version incorporating a spoon-bfilled muzzle 
compensator, a folding front hand grip, complete barrel jacket with 
wing-protected fromt sight, wood fore-end, and steel] braced buttstock. 
Within a short time. the NK [ was replaced fn production with the STEN 
NK IL, referred to by some as the “ugliest, nastiest weapon of the nar". 
The MK Il wes a simplifies version of the MK I, the barrel and barrel 
Jacket shortened, the muzzle compensator eliminated, 2 simplified buttstock 
known as the “T“ stock design, and elimination of the sting swivels. How- 
ever unrefined the MK [1 looked, {t performed as Gesigned, and by the 
end of the MK [1 production run, over two-millios had been built, at a 
price of $5.20 per gun at the and of the run. Over 500,000 STEN MK II 
SNG'S were supplied to varfous resistence groups by the end of the war, 


As subcontracters to B.S.A., the firms porducing the STEN components 
had previously manufactured @ wide variety of products ranging from hard- 
were, Jewelry, Jaun mowers, and childrons scooters. The weapons were also 
extenstvely manufactured im Canada, Of great importance in producing 
& weapon of this type was the fact that compliceted machine tool{ng was 
not needed to produce the STEN gums. The basic design of the STEN was 
so functional that copies of it were built by Germany, China, Belgfun, 
Argentina, and Indonesia, 


Efforts to incresse production included ather such novel approaches 
#5 casting the bolt of various metals Including brass in an effort to 
Rinimize machine work, and a barrel made of flat stock which had two rifling 
owes milled into it, then wrapping the sheet sround a mandrel and welding 
the seam. 


The MK II was Teter replaced by the STEN MK Ifl, a further offort 
to reduce cost and manufacturing time. The MK [I] eliminated the removable 
barrel and Jacket, fnstend using a formed and welded steel tudular receiver 
which housed the berre) and bolt mechanism, The MK III was the cheapest 
of the STEN family to produce, and all subsequent MK's were re-designed 
ri retain the simplicity of the weapon but {mprove the lopks and general 
mage. 


Only about 2000 MK I¥'s were reported produced, being an ultra compact 
unit designed for special purposes. A folding stock was used as well 
aS @ shortened barrel and pistol grip. 


The STEN MK ¥ was the last basic design of the STEN family, and was 
@ Basie ME II with the addition of s wooden pistol-grip, s wooden stock, 
@ Separate fore-end pistol grip, * muzzle designed to accept the No, 7 
MK I and Wo. 4 MK II bayonets, protective front sight wings, and sling 
swivels. The motal finish was also much better than the earlier versions. 


The STEN MK ¥ Stayed In service until] the adoption of the STERLING’s in 
the 1950's. A MK VI version was produced on a limited basis, being a 
WK ¥ fitted with « shortened vontilated barrel and Integral silencer. 


By 1945 more thon 4 million various MK's had been produced, and produc- 
tion virtually stopped except for spare parts, There has been a steady 
trade worldwide in STEN‘'s since 1945, and these weapons can be expected 
to be found tm almost any area of the world. The expected life of the 
STEN SW3's was set at one to two years im wortine use, the quality of 
treterials and workmanship being Somewhat compromised by the circumstances 
at thet time. 


STEN Kits from de-militarized Canadian NK"s show better worknsnship 
im most cases, but in buying the tit it will be virtually impossible to 
know the origin of the weapon. Some of the parts kits will exhibit heavy 
service, while others were never uncrated until the tine of their destruc- 
tion, The STEM WK If 1s a very easy and controllable weapon to fire, 
and excellent results cam De achieved with this weapon. The best feature 
of all is the fact that the STEN MK If SMG can be owner-built for about 
$100,.00-$120.00, This puts this weapon fn a class that og ih enthusiasts 
can afford, the total cost for ownership after saying the $200.00 registra- 
tion fee being approximately $320,00, 


Cartridge: 
Operation: 
Feed: 

Front Sight: 
Rear Sight: 
Barrel: 

Rate Of Fire: 
Muzzle Velocity: 
Length: 


Weight: 


TECHNICAL DATA 


Qn X 19mm (Se ParabeT lum) 

blowback, selective fire 

32-round box magazine 

barleycorn blade, drift adjustable 

Aperture, .120 diameter, non-adjustable 

6 groove, right hand 1 turn tn 264m {sone will be 2-groove} 
552 rounds per minute 

1280 ft. per sec. 

Overs?! 30,0° 

Barrel = 7.75* 


6.62 1d. 
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REWORKING THE STEN MKII PARTS KIT 


To build the STEN MK I! SMG it will first be necessary to acquire 
a parts kit which will contain a1 of the component parts except the com 
leted RECEIVER. Several sources of the STEN kits exist, two major ones 
‘ing AMMEX INTERNATIONAL, P.O. BOX 252, SRODERICK, CA 95605, (916) 
453-0519; and SARCO, INC., 323 UNION ST., STIRLING, NEW JERSEY 07980, 
(201) 647-3800. The parts kits supplied by both of these firms sell for 
under $100.00, and are comprised of parts removed fron "de-mil{tartzed* 
guns. in de-milling « STEN for export to the U.S., the RECEIVER fs destroy- 
ed by sawing the tubing section off of the BARREL BUSHING, TRIGGER HOUSING, 
and REAR RECELVER BUSHING, After removing the tubing the weapon is then 
classiffed 43 @ “non-gun” and is legal for importetion into this country. 


When the parts kit is received, check to see If all of the components 
have been fncluded, A list is provided at the end of this section which 
can be used to check contents. The main {tems will be the BARREL and 
BARREL SLEEVE. BARREL ®USHING, MAGAZINE HOUSING (complete), EJECTOR, BOLT 
ASSEVBLY, RETURN SPRING, RETURN SPRING HOUSING, RETURN SPRING CAP, TRIGGER 
WOUSING & TRIGGER/SEAR GROUP, (will probably stfll have al) interna) parts 
assembled), FRONT SIGHT, SUTTSTOCK, and MAGAZINE. 


To ready the parts for assembly with the RECEIVER tube, it will first 
be necessary to remove al} of the remaining RECELVER tube from the BARREL 
BUSHING, TRIGGER HOUSING, and REAR RECEIVER BUSHING. Also, the EJECTOR 
will have to have the old tubing removed from it. Starting with the BARREL 
QUSHING, the eastest way to clesm it up is to clamp the part im a lathe 
chuck and machine off the old tubing taking care not to cut imto the shoul- 
der of the bushing. You will notice that the original receiver had two 
or three holes in ft which were used to fill in with filler rod fn welding 
the bushing and recetver tube together. It is only necessary to clean 
off this old weld down to the surface of the smaller diameter of the BARREL 
BUSHING. You will sTso notice 9 dovetail notch in the top of the bushing 
in which the FRONT SIGHT was essombled, Note the position of this stot 
and its depth since it will be necessary to duplicate this after assembling 
the BUSHING and new RECEIVER, After the BARREL BUSHING 1s “cleaned-up", 
check its fit into the RECELVYER, it should fit fairly close, but 1 have 
seen bushings as much as .015 under the tubing |.D. which still work fine. 


The TRIGGER HOUSING and the REAR RECE{VER BUSHING are both stil] 
welded together fn the parts kits, while some earlier kits had these como- 
nents separated. The TRIGGER HOUSING will have two tabs on it which wore 


(cont. p. 14) 


The STEN MK IT SMG paerta kit es received from ARMEX, The quattty of the ports was 
very 900d, with little wear noticabie on the parts. 

I. Barret 

2. Bolt Assembly 

3, Bott Handle 

4. Return Spring & Return Spring Housing 

5 Return Spring Cap 


O: 


i) 
rc 


G Front Sight 

7. Berroi Sleeve % 
& Barre! Aushing 

9% Maparine Houting Assembly 
10, Sear Pin 
Il, Sear 

12, Sear Spring 
13. Selector 
14. Selector Stop Pin 
15, Trigger Housing Cover 

16. Trigger Housing/Rear Receiver Bushing 
I?, Skeleton Stock 

t&, Magazine 


VAAN 


19, Trigger Pin 
#0. Trigger, Sear Lever, Trigger Spring, Sear Lever/Trigper Piri 


* Not shown - Ejector 


Two types of buttstocks were produced 

for the STEN MK If. The top version { 
iy the "T-stock", a crude yet functional 

design ond the “skeleton stock” as nw 
shown below, The T-stock come 

with an early SARCO Wit ond the 

seleton stock with an ARMEX kit, 

Reportedly Vie skeleton stocks were 

of Canadian meamfacture during 

ww 
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INDIVIDUAL COMPONENTS OF THE STEN MK If SMG PARTS KIT 


BARREL 

BARREL SLEEVE 

RETAINING PIN-BARREL SLEEVE 
BARREL BUSHING 

FRONT SIGHT 

MAGAZINE HOUSING 

BARREL SLEEVE LATCH 

BARREL SLEEWE LATCH PIN 
SPRING-BARREL SLEEVE LATCH PIN 
COTTER PIN- BARREL SLEEVE LATCH PIN 
MAGAZINE LATCH 
SPRING-MAGAZINE LATCH 
WAGAZINE LATCH RETAINER 


LOCK WASHER & SCREW-MAGAZINWE LATCH RETAINER 


EJECTOR 

BOLT 

BOLT HANDLE 

EXTRACTOR 
SPRING-EXTRACTOR 
PIN-EXTRAC TOR 

RETURN SPRENG 

RETURN SPRING CAP 
RETURN SPRING HOUSING 
TRIGGER HOUSING 

REAR RECEIVER BUSHING 
REAR SIGHT 

TRIGGER GUARD 
TRIGGER STOP PIN 
TRIGGER 

TRIGGER PIN 


TRIGGER SPRING 

SEAR 

SEAR PIN 

SEAR SPRING 

SEAR LEVER 

PIN-SEAR LEVER TO TRIGGER 
SELECTOR 

SELECTOR STOP PIN 

TRIGGER HOUSING COVER 

SCREW (2) TRIGGER HOUSING COVER * 
BUTTSTOCK ("T" or Skeleton Type) 


* Some STEN's used a dimpled TRIGGER HOUSING COVER, which snapped into place. 
Others used two #10-32 screws, one per Side, to secure the cover to the 
TRIGGER HOUSING. 


Cr 


The STEN MK If parts kit as recetved ts from demilitarized WWil vintage weapons, 
witch have been stored for many years, To use the parts kit for conatruction of 
@ new gun, the old recefver tubing is removed using eo DREMEL MOTO-TOOL harxt 
grinder with a resinotd cut-off diso, All welds ore cut out, allowing removal of the 
old tubing, 


welded to the original RECEIVER. On some kits old tubfng will still be 
attached to these tabs and must be removed. The easiest way to renove 
it is to use a hand grinder such as ¢ DREMEL NOTO-TOOL and using a resinoid 
disk, grind the weld away. Both of these tabs will be ro-welded to the 
new RECEIVER when it is assembled. The REAR RECEIVER BUSHING wil) stil! 
have the rear gortion of the old receiver inside it. Determine where 
the welds are that hold the tube in place and then grind then off, using 
the same method used on the tabs om the TRIGGER HOUSING. Usually two 
or three welds were used to secure the RECEIVER, and REAR RECEIVER BUSHING. 
Gne weld is located at the top, front area of the REAR RECEIVER BUSHING. 
The accanpanying photo shows the renoval of the weld at the top of the 
bushing using the OREMEL MOTO-TOOL grinder. Another weld will be located 
st the lowar front area where the RECEIVER enters the bushing. This will 
usually be a Fight tack weld, anc althoegh not readily occessidle ts not 
tou difffcult to remove. A third weld used will be at the rear, lower 
eee of the original RECELVER where it fits flush with the REAR RECEIVER 
BUSHING. This weld will be a "tack" weld also, and Is easy to remove. 
This takes care of the welds and at this point the old tubing can be knocked 
Gut with 4 harmor and punch. Ome mote is that the REAR SIGHT originally 
had o .14) diameter pin at the bottom of it which mas inserted fnto the 
BUSHING and RECEIVER before welding in place to the BUSHING. Since the 
REAR SIGHT remains attached to the top of the BUSHING, this protruding 
pin mist be also ground down even with the [.0. of the REAR RECEIVER BUSHING 
to accomodate the insertion of the new RECEIVER, After removing the ole 
tubing, make sure that the new RECEIVER tube fits into the TRIGGER HOUSING 
and REAR RECEIVER BUSHING. In final assembly, the tubing will be located 
with the rear edge flush with the back of the TRIGGER HOUSING and REAR 
RECELVER BUSHING. 


The only other part requiring clean-up is the EJECTOR. This part 
must have the tubing and wolds removed, and can be dong in the same manner 
as the previously mentioned parts, or more easily om a belt sander or 
bench grinder. Take cara not to grind any metal off of the outside edge 
of the EJECTOR, since it will be positioned flush im the corresponding 
slot in the RECEIVER orior to welding. 


This completes the reconditioning of the parts kit. At this point 
the components are ready to assemble and weld. 


u 


Left side of Trigger Housing and Reor Receiver Bushing os received 1 parts kit in 
most parts kits bethg sold the trigger housing and rear recelver Bushing are still wekted 
together, This view shows a amall portion of the old receiver sticking out of the 
front of the bushing, The old weiis are ground off and wie receiver section removed 
from the bushing. 


BOTTOM: 


Close up detail of the bolt mounting tab on front of Trigger Housing. In thls Ait the 
old receiver gection hod been removed by grinding off the weld. Some kits supplied 
have the welded section of the recetver still in place, and require removel. ih azssembiy, 
this tad is re-welded to the new receiver, 
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BOTTOM: 
Megerine Housing Components: 


Magnzine Housing 

Berre! Sleeve Latch 

Pin-Barret Steeve Latch 

Spring-Sarre! Sleeve Latch 

Cotter Pin-Barret Sineve Latch 

Magazine Latch 

Magazine Latch Retainer 

Spring’ Magarine Latch 

Lock Washer & Serew-Magezine Latch Retamer 


SPAnNARavwr 


TOP: 


Maguzine housing complete os recetved in parts kt, On thir left aide notice the barrel 
sleeve latch, barrel sleeve latch pin end apring, The latch is secured by the votter 
pin passing through wre letch pin and bent around tt. The right side shows the top 
of the Magazine Latch, This (s depressed to release o mogozine from the housing. 
The mogezine latch epring fits on the lay om the under side of the top, fitting fiat 
agoinst the magazine housing. The Mogezine Latch Retainer then ts siid in posttion 
ond? secured with the screw ond lock washer, In positioning the Magarine Latch Retain- 
er, be sure the longer of the two sides is inside the hewising. 


Barret assembly showing barrel, barrel 
sieeve, ond barrel Sleeve retain- 
ing pin. The barrel eleave stides 
over the barrel and reste against 
the flange on the barrel. The retaining 
pin ts o “cotter pin” ond ia inserted 
through one of the reor vent holes 
in the sleeve and into the crose~<irilied 
hole tn the barrel, The pin 1s spread 
and wropped beck aroun! the borrel, 
keeping the unit together, 
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Barret bushing ond front 
receiver section of a SARCO 
supplied STEN MK HT parta A 
kit. The récelver waa sow 
cut directly behind the barrel 
bushing. The front sight 


te welded in piace, and the H 
wed must be ground off | B ones] G 
te drift out the sight. — = —a 


Front sigit after Moving been 
removed from barrel bushing/re- 
ceiver section, Grind weld 
down fo ariginal configuration 
and deburr on necessary. 


Pe Hpitdt a ET” * edad Oi 


ever ee Le ee oe re a | 


internal components completing the trigger/sear assembiy: 


A ~ Sear Lever 


B~ Sear Pin 
C - Sear 
D - Sear Spring 


Barre! bushing os supplied in 
ARMEX STEN MK U parts kit. 5 ~ Trigger Spring 
The front sight was olready remov- — 

ed and the grt receiver section ig oda caval 
had been 90% removed by machin- G ~ Selector Stop Pin 
ing f& a Inthe, Onty a small 
loyer as shown remeined to be 
removed. Note hole at left which I~ Trigger 
barre! sleeve latch enters, and + 

rear hole which barrel sleeve BA ent 
Itch pin enters to lock magazine 
housing horizontally, 


4 - Pin-Sear Lever to Trigger 


Note: TRIGGER GUARD will be welled in trigger housing os supplied in <tt, and 
Trigger Stop Pin is usucily also in place, the end of the pin having been flared during 
orighwl azvembly to prevent lose. 
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Bolt showing extractor 

bolt handle hole, extrn 
extractor spring, and extra 
pivot pin, The number 76 
apparmitly wor a se7iol number, 


Bolt showing detall of the feed ribs, 


Bolt assembly showimp bolt harxdile 
end mating hole in bolt body. 


The STEN MK If incorporates tie uae of 
o fized firmg pin, shown in Tis view. Note 
extractor, ejector siot an right, and fred 
ribe on right zide of bolt. 


Bottom of bolt detailing the sear engogement step. This particular ane shows a [little 
woar but is i serviceable condition, 


Detail of bottom of magazine, 


with [leer plate partially removed, 
To strip magurine simply preas 
round butter: passing through ficor 
plate and slide plate forward unitit 


{tC comes off. Be sure and restrain 
magazine spring or tt will pop out 
and fly crourut the room, 


Top view of three magazines, 
detailing feed lips and fotiowers, 
it ig important when purchasing 
magezines to avoid thowe obviously 
damaged on the feed lips. Note 
right hond specimen, Magarine 
on teft tf new with center one 
being used but of ped candition, 


Magazine stripped into its compo- 
nents: Top, magazine housing; 
center, follower spring; lower 
right, floor plate; lower teft, 
follower. 
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BUILDING THE STEN MKII RECEIVER 


The STEN NK Jl utilizes seamless steel tubing for the construction 
of the receiver. Chosen for use fn building this weapon was 4130 a)loy 
steel tubing. 4130 is a chromiummolybdenum genera] purpose alloy steel 
tubing that is weldable ond is capable of developing good strength. This 
alloy has been a standard of the airoraft and firearm industry for many 
years, The tenstle strength of this alloy ts 90,000 PSI. The particular 
tubing used for this project was provided by AIRCRAFT SPRUCE & SPECIALTY 
COMPANY, « mojor supplier of efrcraft components and materials, (see end 
of chapter for address). The tubing supplied fs DOM (drawn over mandrel) 
and exhibits uniform size, wal] thickness, and a very smooth inside diame- 
ter. 


The specified size for constructing the receiver is 1.500" 0.0, X% 
.088 wall thickness. The length of the finished recefver fs 12.400" which, 
tf purchased from AIRCRAFT SPRUCE, will require ordering 4 two foot section 
since tt 1s sold by the foot. The approximate cost of this material is 
$5.00 per foot, plus shipping. 


Once suitable tubing 1s secured far comstructing the receiver, the 
buitder can choose how to perforn the machining operations nocessary. 
The options for building this pert are: 


1. Blue the blank tube with Toyout ink, scribe the appropriate lines 
as per the following RECEIVER DRAWING, and then machine the part on 
@omtiling machine. When clamping thin walled tubing such as this 
in 2 mtil vise it ts helpful to first machine a mandrel on 2 tathe, 
the 0.0. being about .002 smaller than the I.D, of the tubing. Make 
the mendrel about three inches long, and insert this inte the tubing 
before clamping in the wise. ‘This mandrel wil] have to be positioned 
in the tube so that the milling cutter does not cut it. Securely 
clamp the tubing and mandre] in the vise and proceed with the machining 
operations. 


2. Remove the STEN MK 11 SMG RECEIVER TEMPLATE fron this manual and cut 
out the temptote as shawn fn the accompanying photos. Clean the outside 
of the tubing with a residue-freo solvent such as alcohol, maptha, 
or trichlorothane. Apply a suitable adhesive to efther the tube or 
template, and then place the tenplata on the tube end wrap the template 
around the tube, making sure that the edges come together and thet 
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the Tate js “square”, The adhesive which was used In this project 
was PHOTO MOUNT by 3M. This 1% 4m aerosol which js Sprayed directly 
onto the beck of the template. This method is very eesy and mess 
free 


After bonding the template to the tubing Blank, the builder then 
removes a] of the area represented by diagonal shading. As above mentfon- 
ed, the builder may choose to use @ conventional milling machine to do 
this. Simply mi?l out all of the srea shaded. 4 more “Improvised” method 
of performing the necessary celal 1s to use Common hand tools ond 
manually remove the shaded areas. This would be done by using a hand 
Gril) to form the corner rediuses, and then file or grind the remaining 
metal using hand files and/or a OREMEL TOOL. Granted, this would be 4 
slower process, but excellent results can be achteved in this manner, 


The technique of using 4 template such as this fakes construction 
of the receiver much easier, since the time neaded for = toolroom accurate 
layout {s eliminated. This easy "layout", along with the possibility 
of hand fintshing if desired places the construction of the STEK NK II 
SMG in the class of “improvised weaponry*. 


AIRCRAFT SPRUCE AND SPECIALTY COMPANY 
201 MW. TRUSLOW AVENUE, BOX 424 
FULLERTON, CALIF. 92632 

(714) 870-7551 


ty be built without complex 


a full atze template which ig removed 


ly and accurate. 


Templote 
tube, An excellent adhesive for this purpose is 3M 


from most photo shops, Simply spray the back of the 


", which can wasil: 
The bulider tren hos only to out out the diogonetly saded areas of the tempiata, 


This mania! inches the “STEN MK 2 Recotvwer 


The key coraponent of the STEN MK I SMG ts the recetve 
from the manual and bonded to the outer surfoce of the recetver 
brand PHOTO-MOUNT, @ commercial aprey adhesive evetlable 


template end wrap it around the tubing. 


layouts by the butider, 


STEN DIK 11 SMG Receiver Template 


vrpanane 


After banding tie STEN MK I] Receiver Template to the receiver tubing, Mie budkter 
has only to cut out the shoded creas, This technique eltminestes difficult tryouts and 
the risk of error. 


This ia how the receiver will look after cutting out the shoded areas and removing 
the template, Use a solvent wuch ef acetone or alcohol to remove the template adhe- 
stve. his view shows the receiver inverted, left-—und side, with the opening for 
the trigger and seer located fri the top center aren, Note slot next to magazine opening 
for barret sleeve latoh pit. See alte locking slots on far left side for the Retum Spring 
Cap. 


Right hand view of completed receiver. Note the cocking handie slot and safety 
notch for rotating the bolt into when cerrying cocked Mm "sofe" condition, Also note 
lange ejection port in front right honed side of the recetver. 
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Bottom view of recetver detailing triggen/sear opening M center of tube. Note slot 
on right side for the berre! sieeve fotch pin. The ejection port (upper front), and 
magazine opening {lower frant) can be seen in this view. 


Ciose up detail of the right rear section of the receiver tube, showing one of the 
patr of locking notehes tn which Hie retum spring cop lugs engage to hold return spring 
ond return spring housing, The cap has @ center hole fitting over the protruding 
"button" of the retum spring housing. This assembly (s inserted into the slots, rotated 
to the right, and released which cliows the cep to move into ¢ locked povitian under 
tension from the return spring. 


The various areas removed on the template represent fron Iaft to right: 


1. 
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RETURH op car as NOTCHES ~ Two sets of notches are cut into 
the rear of fi opposed to each other, It is into these 
Slots that the two “ears of the RETURN SPRING CAP will locate when 
assembled. The slots are machined in 2 "J" shaped configuration, 
and the RETURN SPRING CAP js jmserted, rotated until {ft stops, and 
thon ts released which, being under rearward pressure from the RETURN 
SPRING, locks the CAP and prevents movement, Dissassembly is perforned 
by reversing the assembly procedure. 


ard HANDLE AND SAFETY NOTCH SLOTS - The BOLT HANDLE fs assembled 
to + anc rociprocates back and forth in tha slot 
in the right side of the recetver. The STEN MK [1 also features a 


safety notch in which the BOLT HANDLE 1¢ positioned when carrying 
the weapon ijn a loaded manner. 


SEAR LEVER AMO SEAR sony rE ~ The botton of the RECEIVER is 

re to acconodate on the right side of the opening, 

and the SEAR LEVER, which extends up into the receiver, on the lower 

left side, Both of these parts make contact with the BOLT; the SEAR 

which folds the BOLT ASSEMBLY open im tho cocked position, and the 

pte which moves laterally according to the position of the 
Lu 


EJECTION PORT ~ The large rectangular opening at the top of the template 
Tepresents the ejection port which fs Tocoted on the right side of 
the finished recetver. 


MAGAZINE OPENING - The rectangular opening at the lower portion of 
the taurete 43 the magazine opening, the point in which the Magez ine 
protrudes into the receiver when inserted into the MAGAZINE HOUSING. 


MAGAZINE WOUSING Ar LEMME sa ~ The vertical slot located at the 
right of the tonplate is Slot fnto which the spring-tensioned 
BARREL SLEEWE LATCH PIN locates In assembly. After the BARREL BUSHING 
is attached to the RECEIVER, this slot becomes a shallow “guide” 058 
deep into which the pin lecates. The slot is made long enough that 
the MAGAZINE HOUSING may rotate 90°, fron a firing position horizontally 
to a vertical position fn which the magazine opening and ejection 
wt are closed, preventing contamination frem dirt or other trash. 
tis proved to be useful in WMI1, especially in the dusty campaigns 
of the North African desert. When carried in this position, the user 
merely rotates the MAGAZINE HOUSING up until ff Tocks, the weapon 
then operational. 


BARREL SLEEVE LATCH WoL ~ When rotating the MAGAZINE HOUSING upward 
as descr Ta ove, the travel of the assembly fc limited by 
the length of the slot, which will stop the MAGAZINE HOUSING at a 
point horizontal to the weapon, and fn which the magazine well fs 


VER TEMPLATE 


TO USE, REMOVE TEMPLATE FROM MANUAL AND 
CUT OUT AROUND OUTSIDE BORDERL INES. 


NS 
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STEN MK II SMG Receiver Template 
©1984 MINUTEMAN PUBLICATIONS 


Tem * OFF OF THIS 

temechte 1F You Are 

MAKING A LEGAL Firenem. 

(E\THER END DEPEMD/ING 
ON THE KIT) 


lined up with the magazine opening, At this point, = BARREL SLEEVE 
LATCH positioned on the BARREL SLEEVE LATCH PIM will onter a hole 
extending through the RECEIVER and BARREL BUSHING, then engaging and 
locking the BARREL SLEEVE in place, The latch has grooved teeth which 
grip machined ridges on the outer diameter of the BARREL SLEEVE. The 
purpose of this engagement is to prevent the BARREL SLEEVE and BAMREL 
From vibrating loose during firing, 


8. EJECTOR SLOT - The reworked efector will be positioned in the slot 
cent the magazine opening. The ejector is angular im shape, the 
raised portion facing forward. Attachment ts by welding. 


After completing all of the described operations to the RECEIVER, 
completely deburr al] sharp edges, poying particular attention to the 
instde diamater since any burrs may prevent operation of the BOLT. Renove 
the remaining template with @ suitable solvent, and the RECEIVER is now 
ready for assembly With the TRIGGER MQUSING-REAR RECEIVER BUSHING, EJECTOR, 
BARREL BUSHING, MAGAZINE HOUSING, and FRONT SIGHT, 


Close up detail of rear of the recelver tube, showing the slota for attachment of 
the retum spring cap, Thete slots were machined with a mill and then hand filed 
to make the comers square, An aitemmate method of building the recefver without 
the use of a milling machine ts to harsf arit? es much of the metat out first, and then 
use a hand grinder auch as a DREMEL MOTO-TOOL to fintsh rough stock removel, 
finiaking with hand files. This method és easy, and progresses zurprisingly fast with 
The 058 walled tubing. 
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STEN MKII RECEIVER ASSEMBLY 


After completing construction of the RECEIVER tube and reworking 
all of the de-mill parts as outlined tn the previous chapters, it is 
then time to assemble the components and weld these to the RECEIVER. 
Welding techniques comnonly used for this type of assembly include arc 
welding, ges welding, and holf-arc welding. All of these are suitable, 
with the builders ability and/or avatlability dictating which type is 
chosen, Heli-arc.was chosen for this project because of its meatness 
and good controllability, Another assembly method which may be used under 
improvised conditions fs brazing and silver-soldering. These can provide 
good strength if properly cone and can be quite durable. 


Insert the BARREL BUSHING into the front of the RECEIVER making sure 
that the two holes drilled through the Sushing align with the barrel sleeve 
Tatch hole and barre] Sleeve latch pin slot In the RECEIVER. At this 
time, tack weld the bushing and tuke together where the two parts cone 
together. If the tube previously has been drilled with filler-weld holes, 
these can be welded at this time. Be sure to balamce the heat so that 
the tubing wall 14s mot erroded away. Use a mild steel filler rod ff gas 
or heli-are welding, working the pucdie until the hole is full and stightly 
higher than the surrounding tube, A good ftller material ts common clothes 
hanger wire. It ts advisable to cool the tubing and bushing between each 
weld to prevent warpage of the RECEIVER. 


The TRIGGER HOUSING and REAR RECEIVER SUSHING are next positioned 
onto the rear of the RECEIVER, aligning the star and sear lever opening 
with the inside of the TRIGGER WOUSING. The TRIGGER HOUSING should be 
eligned perpendicalarly with the magezine opening ont ejection port. Make 
sure that the rear of the tubing 1s flush with the rear of the TRIGGER 


STEN MK 1) SMG field stripped into tts principle assemblies, In normal use the weapon ts never dissausembied further 


F - Retum Soaring, Retin Spring Housing, and Return Spring Cap 


S22 HOUSING and lower edge of the REAR RECEIVER BUSHING. Tack weld the parts 
332 ' in position end recheck alignment. If still] im position weld the two 
2 sie tabs to the RECEIVER, again taking care not to overheat the tubing. Next 
& pas weld the area at the top of the bushing directly fm front of the rear 
a BES f sight. 
wees 
PEELS x 
naeaves A one-half inch Jong weld st this point will be sufficient. The 
eR ESLER point at the lower edge of the RECEIVER tubing where it fits flush against 
E5SRE%s the REAR RECEIVER BUSHING can now have a short weld where the tw cane 
a E55 ro together. This weld only needs to be about .250 ~ .400 long. The TRIGGER 
s BP Exs F WOUSING and REAR RECEIVER BUSHING will mow be sacurely fastened to the 
§ =segs RECEIVER, 
ef Wot 8 ’ 
a <S0Oe40 


The barrel bushing elides inte the front of the recetver, aligning the holes in the 
bualing with the notched hole ard slot in the recetver. The Qushing fs then welded 
to the receiver, either at the pomt where they come together at the front of the 
tuba, or by having Uiree eventy spaced 1/8" diameter drilled holes drilled through 
the tubing (nto which filler rod is welded to the bushing and receiver. The welds 
are then smoothed down fo the 0,D, of the receiver, 


Detetl of completed borre! Dushing assembly into recetver, os viewed from left side. 
Note front hole passing through both bushing anf recetver, for claw of borref steeve 
latch. Also note rear hole through bushing for barrel sleeve Intch pin, The 90* slot 
in the recetver wall a shown here act as a guide to position the magazine housing 
and limit its rotation to 90° 


The only remaining task tn completing the receiver construction is 
the attachment of the EJECTOR. The corresponding slot in the RECEIVER 
for the EJECTOR will be loceted adjoining the magazine opening. The EJECTOR 
$s to be positioned so that the lower front edgo of it will be flush with 
the rear edge of the magazine opening, Im this position, the top contact 
area of the EJECTOR will extend forward into the magazine opening and 
will overlap into the relfeved aren of a foaded magazine when tnserted 
and latched {nto the MAGAZINE HOUSING. Note the de-milled EJECTOR as ft 
1s Supplied in the parts kit, amd this relationship can be noted. The 
EJECTOR can be welded im place from the outside, building the weld up 
slightly end then filing it down and smoothing the surface later. 


After having performed the aforementionee assembly and welding opera- 
tions, the dovetail slat for the FRONT SIGHT Should now be cut. This 
is to be located forward of the MAGAZINE HOUSING, om top of the RECEIVER 
tube. Having previously noted the position of the slot in the un-modi fied 
BARREL BUSHING, simply cut the new slot at the same point on the new 
ossembly. The reason thet ¢ dimension is not given fs because of variations 
in the location of this slot in the parts tits. [t is much easier if 
the slot fs cut to match the BARREL BUSHING supplied. This slot may be 
machined using @ dovetef] cutter available especially for this purpose, 
or tt may also be filed by hand to fit the sight. The fine) fit should 
be such that the sight fits tight enough that it has to be “drifted™ into 
position using a mallet and brass punch. Actual field testing will deter- 
Rine the final position and “zero”, I[t may be noted that the WWIT STEN's 
had the FRONT SIGHT welded in place, whtch prevented any adjustment of 
the point of impact, The weapons are factory set, and any correctton 
required removing the weld first. By having the sight welded in place 
the MAGAZINE HOUSING cannot be removed from the RECEIVER, sfnce it assembles 
from the front. The weapon built for this manual does not have the FRONT 
SIGHT welded in place since {t 1s necessary to strip down for instructional 
purposes. but the individual builder may choose to do this on his oun 
after establishing "zero". In all reolfty there is no reason to renove 
the sight and magazine housing after final assembly. 


This completes the assembly of the RECEIVER, BARREL BUSHING, and 
TRIGGER HOUSING - REAR RECEIVER BUSHING. All welds can be dressed down 
with 2 flat smooth file, and lightly sanded to remove filing marks, At 
this paint 17 parts of the weapon including the newly manufactured RECEIY- 
ER con be refinished to the bullders personal preference. The original 
finish used in WWII was a heavy black or gray enamel paint which, although 
vyly and scratch prone, worked well and was easy to apply, Alternative 
finishes [nclude porkertzing and traditional bluing. Parkerizing 1s the 
nost durable finish, with the process being similar to bluing. Varfations 
in the color range from gray, black, and dark green-gray, 


4l 


The trigger howsing site tabs are wekied to the recetver, Vhe top of the rear recefver 
busting fs wekted to the recetver, directty in front of the rear sight. 


View of the ejector as aeen from 
the right hand side through the ejection 
por. The ejector ts» positioned in 
@ slot directly behind the magazine 
opening and is welded (n ploce, The 
welt is then smoothed down flush 
with the recetver O.D,. 
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FINAL ASSEMBLY AND TESTING 


Before assembling the entire weapon, the various sub-assemblies should 
be fndividually assembled, Each assembly will be described separately, 
and thon the final assembly will be described. Many of these asseeblies 
will be complete as recefved fn the parts kit. 


BARREL/BARREL SLEEVE - The barrel sleeve sitdes over the front of the 
barrel and locates against « flenge at the rear of the barrel. Mote the 
cross drilled hole through the barrel about 2.0" from the breech. The 
RETAINING PIN is inserted through a rear cooling hole in the barre] sleeve, 
and fis inserted into the hole im the barrel, Press the pin in firnly 
up to the head and, while reaching through the cooling hole opposite the 
pin head, bend the arns of the pin back against the barrel. 


BOLT ASSEMBLY = The holt {s also sometimes roferred to as a “breech-block” 
and features a fixed firing pin im the recessed face. Check the firing 
pin to determine ff {t 19 excessively worn or broken. If it fs damaged 
the bolt gust be replaced. Approximate protrusion should be ,040-,050. 
Insert the EXTRACTOR SPRING into the side of the bolt, then place the 
EXTRACTOR in the slot over the spring. Using a punch or other suitable 
tool, compress the extractor and spring until the cross pin hole through 
the bolt body ond extractor are aligned. [nsert the EXTRACTOR PIN at 
this time, [ft will fit slightly recessed in the hole on each side. Also 
check the condition of the extractor “claw*, This fs the part that grips 
and pulls the cartridge case from the barrel chamber, and there should 
fot be any damage to this part or unreliable extraction will occur. 


MAGAZINE HOUSING ASSENBLY - The STEN MK [I features @ rotating magozine 
housing, the purpose of which 15 to provide sume degree of protection 
to the weapon from outside contamination. The front of the magazine housing 
has a guide bushing welded to ft, which has a hole drilled through it 
parallel to the magazino well. The BARREL SLEEVE LATCH PIN is inserted 
into the guide bushing, the GARREL SLEEVE LATCH PIN SPRING being positioned 
on the pin at this time. [t is now necessary to compress the spring and 
install the BARREL SLEEVE LATCH, the pin passing through the latch, The 
latch should be positioned so that the locking “claw is pointing into 
the round opening of the magazine housing. The BARREL SLEEVE LATCH ts 
fow secured im place by Inserting the cotter pin (COTTER PIN - SARREL 
SLEEVE LATCH PIN) through the Tatch pin im between the latch and magazine 
housing. Bend the two sides of the cotter pin back around the latch pin. 


The MAGAZINE LATCH SPRING is positioned over the inside lug of the MAGAZINE 
LATCH, and both are then positioned on the rear of the magazine well by 
hooking the botton of the latch into the slot at the bottom of the magazine 
well, ané then pivot the latch up into the wide slot in the rear of the 
housing, The spring will have to be compressed to posttion the latch. 
The latch will fit flush with the beck of the housing. The NAGAZINE LATCH 
RETAINER 1 then slipped over the back of the magazine well, the longer 
side going to the inside of the well. This part keeps the magazine latch 
and at from falling out. Secure the retainer with the RETAINER SCREW 
and LOCK WASHER, 


TRIGGER HOUSING - The trigger housing and rear receiver bushing witl have 
been previously attached to the RECEIVER tube. The TRIGGER HOUSING as 
received in the parts kit will olready have the TRIGGER GUARD and TRIGGER 
STOP PIN attached. Insert the SELECTOR through the trigger housing from 
right to left. The "A" will be on the right and "R" will be on the left 
side. Push the selector firnly against the housing, and then insert the 
SELECTOR STOP PIN through the cross drilled hole in the left side of the 
selector. Bend both sides of the pin around the selector to prevent it 
from coming owt when pushed from side to side. 


Ready the TRIGGER ASSEMBLY for installation by ee one end of the 
TRIGGER SPRING to the eye im the front of the TRIGGER. Position the SEAR 
LEVER im the slot tn the top of the triggor with the pivot pin hales aligned 
in both, The tripping portion of the SEAR LEVER shauld extend up. Secure 
the two parts using the SEAR PIN. Insert this assembly trigger first 
through the botton of the trigger housing. Move the trigger rearward 
and when above the trigger guard, pivot the trigger down so tht it is 
vertically positioned. Align the pivot hole fm the trigger with the corre- 
sponding hole in the side of the trigger guard, and then insert the TRIGGER 
PIR. pin ts “"U" shaped and the side of the pin will be horizontal 
to the recetver. Push the front tug of the pin into the matching Aole 
in the Tower side of the right housing plate. s 


At this point the sear lever and trigger spring will be hanging down. 
Place the SEAR SPRING om the pin located at the bottom arn of the SEAR 
attnis time. Check the ongeging surface of the sear to determine its 
condition. Tho sear lug showld not be rounded off or the bolt will not 
be held securely when In the cocked position, The short hook shaped arn 
of the sear spring will face the front of the gun when in position on 
the sear. Looking at the right side of the weapon, place the sear and 
sear spring on the sear lever which 15 extending below the trigger housing. 
The sear has @ relieved area on the opposite side below the hole fm which 
the sear pin fits. Slide these parts up fnto the housing and align the 
hole im the sear and trigger housing, I[nsert the SEAR PIN at this time, 
Place the eye at the loose end of the trigger spring over the hook of 
the sear spring. The “hook" will be pointed forward and will prevent 
the trigger spring from coning off eccidentally, Move the selector from 


side to side and note the movement of the sear lever. Manipulate the 
trigger back and forth and check to se# that the sear lug moves up and 
down. Place the TRIGGER HOUSING COVER on the trigger housing at this 
time, If the dimpled type is supplied, simply snap into the matching 
recesses on the housing. [f the screw type is furnishd, use the two sup- 
plied screws and lockwashers to secure the cover, The trigger housing 
cover must be used to prevent loss of the sear spring and the trigger 
ptn. 


This completes assembly of the sub-assenblfies of the STEN MK II, This 
Stage of assembly would constitute # field-stripped configuration. Slide 
the MAGAZINE HOUSING onto the front of the E1VER. Pull back on the 
head of she MAGAZINE HOUSING GUIDE #IN so thet the pin clears the 0.0. 
of the BARREL BUSHING. Nove the magazine housing rearward until the pin 
drops into the alignment slut mechined into the receiver. Rotate. the 
Mecazine housing up until the pin drops into the hole at the top of the 
slot. The BARREL SLEEVE LATCH at the same time will drop into the front 
hole. Pull out on the guide pin and rotete the magozine housing down 
and then up again. The housing will lock im the horizonatal position. 


Instal) the FRONT SIGHT at this time. If the sight is to be welded in 
plece, check point of impact first. Insert the BARREL and BARREL SLEEVE 
into the receiver, Pull up on the head of the latch/quide pin, and screw 
the berrel sleeve until secure. Check that the barrel is seated properly. 
The ridges of the barrel latch will prevent loosening of the sleeve and 
barrel under the vibration of firfng. 


Insert the BOLT ASSEMBLY into the rear of the RECEIVER, orienting the 
feed rihs toward the magazine opening, Pull the trigger rearward to lower 
tho sear, allowing the bolt to move forward. Stop the bolt at the point 
where the cocking handle stot and safety notch intersect the cross drilled 
hole in the bolt body for the BOLT HANDLE. Insert the bolt handle, and 
slide the bolt forward until] it stops against the barrel oushing, Insert 
the MAIN SPRING into the receiver, sliding ft forward over the small diame- 
ter at the rear of the bolt, Plece the MAIN SPRING CAP over the reer 
of the main spring, and then place the END CAP over the min spring cap. 
The end cap is positioned with the small {mside diameter to the rear. 
Push the end cap forward into the rear of the receiver. aligning the two 
"ears" with the fnternal locking patches. With the end cap all the way 
forward, rotate it clockwise wntil it stops, and then relesse. [t will 
then be locked in place. 


The BUTTSTOCK can then be attached by depressing the protruding portion 
of the main spring cap, and then slide the buttstock upward into the 
relieved area of the REAR END BUSHING. The Terge ring on the front of 
the buttstock will fit into the bushing, and a tab on the bottom of the 
stock will fit into a recessed slat in the trigger housing between the 


trigger guard and rear plate of the trigger housing. When the buttstock 
is im the correct position, the mafn spring cap will extend through the 
small] hole In the stock mounting ring, being held in piece under tension 
fron the maim spring. To take the stock off, the main spring cap “button™ 
is depressed and the buttstock {5 pulled down out of the rear end bushing 
and trigger Nnousing. 


This completes the assembly procedure for the STEN MK Il SMG. Disassembly 
would be performed by reversing the assenbly procedure. 


TESTING THE STEN NK IT ~ The weapon should be tested for proper functioning 
first without live rounds or o magszine. Check SEMI-AUTO functioning 
by pushing the salactor on the left side destgnated "RK" to the right. 
Cock the weapon and pull the trigger, and continue to hold it down. The 
bolt will slen forward against the barrel bushing end ot that time while 
still depressing the eetgper' pull the bolt handle rearward with the other 
hand. The sear lever will be moved down by 2 lug om the bottom of the 
bolt, disconnecting the sear and allowing the sear to rise in position 
to intercept the bolt as it begins forward movement, It is necessary 
to ieeere the trigger and depress it again to imtttate another firing 
cycle. 


To check the FULL-AUTO functioning, push the selector aon the right side 
designated "A" to the left. Cock the weapon and depress the trigger which 
will release the bolt to slam forward under pressure fron the main spring. 
The bolt will stop against the barrel bushing, and while still holding 
tension on the trigger. retract the bolt fully rearward ond release it, 
It should stam forward again, Release the trigper and pull the bolt back 
again. It should now be held by the sear. 


At this potat ff functtoning has been correct, Gunmny rounds can be Toaded 
into a magazine and the magazine inserted into the magazine housing. MAKE 
SURE. THAT OnLy FACTORY DUMMY ROUNDS ARE USED AT THIS POINT! Test for 

a extraction at this time by dry-firing 45 previously described. 
The dummy rounds should chamber fully and wpom manually retracting the 
bolt the round will be extracted and ejected. If everything looks good, 
take the weapon to the range and begin testing with Ilve ammunition, loading 
only a Few rounds at a time ot first. Test the SEM] position first several 
times, then test the FULL AUTO position using only a few rounds each time. 
Progress to full magazines only after confirming that the sear intercepts 
and holds the bolt in the locked position when the trigger is released. 
If several magazines are to be used with the weapon, check the function 
of each using full capacity. The magazine fs mormally the weak link to 
any automatic weapon, and ft is by testing that faulty and defective ones 
can be sorted out. 


Periodic cleaning of the weapon after each firing session is adequate 
along with a light oiling of moving parts. Do not over of? the gun since 
it will hold dirt particles. If foreign military surplus Sn emo is 
used, be sure to thoroughly clean the barrel and chamber since much of 
it 1s corrosive and will attract mofsture ff not cleaned. This amo 1s 
fine to use and economical to shoot. 


After completing the receiver, all parts can be stripped and either be blueet, parterized, 
or painted wtth block enamel, The best method is parkerizing which produces color 
from gray Uerough gray-green to black. Many original STEN’ were painted black 
enamel in the English tradition of the era, although this (* not recommended untess 
for a camo pattem. The final resulting guri will appear as this one, being quite Amc- 
rate and offordabdle with omy ebout $120.00 invested im the parts kit ond receiver 


Trigger and sear group components as they are posttioned in the trigger housing. 
Trigger spring would extend forward being attached to lower hook on the sear spring. 
Trigger pin iz atown passing Uiwrough center of trigger, just delow the sear lever 


pin. 


After first inserting the selector and the cotter pm retaining ft, the trigger/sear 
lever assembly is Metalled into the trigger housing. The trigger spring shoukl be 
attached to the trigger, and the sear lever will be attoched to the top of the trigger 
with the connecting pin, When this assembly is in position, place the trigger pin 
through tw side of the trigger housing and through the trigger. The short bent arm 
an the opposite end of the trigger pin fits into a mating hole in the side of the trigger 
housing, 


id 


Detat! of the sear and sear spring. The sear will Aeve @ short pin pressed through 
the arm, over which the sear spring is positioned as stown, The bent arm of the 
Spring lays against the sear, while the Shook” end extends bolow the arm. The trigger 
Spring attaches to this hook when assembled, This sear (6 fully machined, but stamped 
atee! versions were aizo mace, 


* Note ~ Sear assembly shown in inverted pasftion. 


Fosition the sear assembty over the right hand side of the sear lever. The lever 
will fit into @ recessed crea of the sear. Move the sear aasembly and sear lever 
up into the trigger housmg, cligning the pivot pin hole fn the sear with the one in 
the housing. When in position insert the sear pin, and attach the front loop of the 
trigger spring to the sear spring “hook”, The sear lever will also have to fit in the 
machined groove on the selector, Pushing the selector back and forth will also move 
the sear lever side to side. 
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Bottom view of the trigger housing after installing all componants. Note front loop 
of trigger apring attached to sear spring, "L" shaped lug on top of sear lever extends 
through bottom opening in receiver, The seer lever lug i tripped when the selector 
ts set for semt-oute, discommecting the sear to re-engage the bolt after each stot. 
in the "A" (full auto) position, the sear lever clears the bolt and the sear stays down 
until the trigger is released. 


Trigger housing cover, dimpled variation, Some of these are assembled with a single 
screw on both sides passing into Uw trigger housing, while the dimpled version naps 
in place, Part of the purpose of the trigger housing cover is to retain the trigger 
pin, which would work lose without the cover i place. 


To trstall the bott harxfle, slife the dott assembly inte the reor of the receiver, aligning 
the mating hole in the bott with the area of the bolt fondle Lot in the recefver at 
which the safety sint adjoins it, In this position thore is sufficient clearance to 
insert the handle through the recetver and into the bolt, Me bolt is then moved 
oll the way forward to install the retum spring amsemby. 


returm spring housing, and 
spring cap. The hocsing 
Smaller center diameter 


Close up view of belt retum spring, 


return 
hee a 
which 


extermts through the cap, locking 
the stock th position when agsem- 


bled. Also visible is one of the 


opposmg tugs on the cap 
lock into slotted recesses 
receiver woll. 
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im the 


With the bolt assembly forward, insert the return spring, return spring housing, and 
retwn spring cap. Push tris assembly into the recetver, aligning the two cap luge 
with the mating slots in the receiver wall, Push the cap forward until it stops, rotate 
clockwise firmly, and rewoase it, There tt will be secured in the "J" siots in the 
receiver, 


Rear view of the recetver, showing the “tutton" of the retum spring housing which 
protrudes O:rough die refum spring cap, Note the mounting lug visible on the lower 
front of the stock. The “bution" (3 depressed to attach or remove the stock, 


To remove the buttstock, depress the center "button" of the return apring housing 
below the stecic mounting ring and slide the stock downward, The stock will have 
@ lug on the lower front aide which slides up into the beck of the trigger housing. 


Close up view of rear recelver busting, fear peep Aight, mounting ring of buttstock, 
and center “button” of tie remwn spring housing. This buttan locks the mowt ring 
of the buttstock. The retum apring housing "button" is depressed to release the stock 
mount to slide downward, 


Bolt handle retracted and rotated into safety slot in recetver, In this position vie 
bolt cannot be accidentally released and fire the weapon. * Note - it is generally 
considered unsafe to carry the STEN or other SMG's operating from an open bolt 
with @ loaded magazine in poce and the bott closed on an empty chamber. If the 
weapon ix dropped butt first, Uv inertia of the belt rebourxting from impact may 
cuuse sufficient travel to allow stripping, chambering, end firing of a ive round, 


Right hand view of @ STEN MK Il, showing the (trigger housing cover which prevents 
the trigger pin from becking out, Note trigger pin an aide of trigger housing. Alto 
note the front tab of the trigger housing welded to the receiver, The selector ts the 
larpe round button with the "A™ on it. Pressing Ue selector marked "A™ ih produces 
full quto firing, Pressing the opposite side marked "R” w& produces repetitive 
fremi-outo) firing. 
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Close up detatis of dovetail slot in recelyer and front bushing mito which the frant 
sight (s positioned. After drifting the aight and estobdiishing correct point of impact, 
the sight can be wekfed in place as the military verstons were, 
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firing it. The 


Note the ridges on Une barrel sleeve 
chamber pressure whon at a acfe level overcomes the weight of the bolt and return 


tt is these ridges which the barrel aleeve latch grip and hott 


preventing loosening during firing. 


The bolt will alam forward when the trigger 


firing. 
is pulled, stripping the cartridge from the mogozine, chambering, and 


A loaded magazine ( in ploce in the magazine housing and the bolt assembiy és in 


spring, forcing the bott assembly rearward, the extractor claw pulling the ompty 


Closs up detail of barrel aref barrel sleeve assembly ready for mstalintion in the 
case out of the chamber and efectmg tt. 


barrel Sushing in front part of the receiver, 


above the threeds, 
a cocked position, realy for 
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ATF PORM I must be completed and approved by the Bureau: Of Alcohol, Tobacco 
And Firearms before construction begins, FORM 1 ts avaiiadte from local or reg- 


ik 
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ional ATF offices. 
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ADDITIONAL REQUIREMENTS 


1. PHOTOGRAPH 


The Chief of Police, Sheritf, or other official accoptsble to the Director 

must complete the “Lew Enforcement Certification” below. If the ep- AFFIX 

plicant is an individual (including o licensed collector) a recent photo- RECENT PHOTOGRAPH HERE 
gtaph must be sttached in the spece provided end FBI Form FO-258, (Approximately 2" x 2") 
Fingerprint Card, completed in duplicate, must be submitted. 


2. LAW ENFORCEMENT CERTIFICATION (See IMPORTANT note batow) 


\ certify that | am the chief law anforcamant officer of the organization ndmed below having jurisdiction in the area of residence of 


(Name of Moker) 


1 have no information indicating thet the meker will use the firearm or device described on this application for other than isyful purposas. 
| have no information thet POSSESSION OF THE FIREARM DESCRIBED IN ITEM 4 ON THE FRONT OF THIS FORM WOULD PLACE 
THE MAKER IN VIOLATION OF STATE OR LOCAL LAW, 


(Signature and Title of Chief Law Enforcement Officer—see IMPORTANT note below) 


BY (See IMPORTANT NOTE BELOW) 


(Signature and Title of Delegated Person) 


(Organization) 


(Street Address) 


City, State, and ZIP Coda) a 


IMPORTANT: The chief \aw enforcement officer is considered to be the Chief of Police for the maker's city or town of residunce, the 
Sheriff for tha maker's county of residenca; the Hoed of the State Police for the maker's State of residence; « State or local district at- 
torney or prosecutor having jurisdiction in the maker's ares of residance; or another parson whose certification is acceptable to the Director, 
Bureau of Alcohol, Tobecco and Firearms, if someone hes specific delegated suthority to sign on behalf of the 
Chiet of Police, Sheriff, otc., this fect must be noted by printing the Chief's, Sheriff's, or other authorized official's mame end title, fol- 
lowed by the word “by” and the full signature end title of the delegeted person, 


ATF FORM 1 (7560.1) (12-52) 


B.S.1. 
P O. Box 403 
Great Falls, MT 59403 


February 10, 1987 


TO OUR CUSTOMERS: 
Please read this important notice: 


We are offering the Sten receiver blank 
tubes, instruction manual and template to 
be used in the following manners: 


For the making of a Sten machinegun by a licensed manufacturer 
or by an individual that has already registered a Form I prior 
to May 19, 1986, or as a repair kit for a legally registered 
Sten MKII machinegun. This is the only way a legal Sten MKII 
machinegun can be made. BATF wishes us to inform you that a 
receiver tube in conjuntion with other Sten parts could be 
"considered a combination of parts from which a machinegun can 
be assembled and subject to the provisions of the National 
Firearms Act." 


If you are considering manufacturing a properly destroyed 
military weapon (replica) we have enclosed a copy of a letter 
sent by BATF that instructs a person in the proper way of 
deactivating this type of weapon. The receiver tube blank 

in accordance with the letter that we have provided, has been 
cut 4% inch and is only intended for the manufacture of a 
nonfunctioning replica. If you have any questions concerning 
‘the purchase or position of this material, please contact the 
Bureau of Alcohol, Tobacco and Firearms. We are not responsible 
for city or state statutes governing the possession of these 
materials. B.S.I. will not provide any information on how to 
violate U.S. laws concerning firearms. 


Thank you, 


B.S. I. Management 


DEPARTMENT OF THE TREASURY 
BuRMetau oF ALCOHOL, TOBACCO AND FIREARMS 
WasminGcronr DC. 20226 

oa eS 


OcT ~ 4 985 
Reree TO 
a LE: F:TE: EHO 
7540 


Mr. Richard Johnson 
, Florida 


Dear Nr. Johnson: 


This refers to your letter of May 1, 1985, in which you ask 
about assembling non-functional replicas of various 
military weapons from destroyed scrap. 


A properly destroyed military weapon (machinegun or 
destructive device) may be reassembled in a non-functional 
condition in the following manner. The receiver must be 
“assembled such that itis at least 172 of an inch Shorter 
than the original weapon. The batrel must be welded to 
the receiver and the chamber of the barrel must be filled 
by means of steel welding. The bolt mechanism must be 
welded in the closed position. All welds must be deep 
penetrating, gas or electric steel seam welds. 


A machinegun or destructive ‘device, reassembled as 
described above, from properly destroyed scrap would no 
longer be subject to the the provisions of the Gun Control 
Act or the National Firearms Act. In order for a weapon 

to be properly destroyed, it must be cut in specified 
locations with a cutting torch. If you have questions as 
to the proper methods for the destruction of specific 
weapons, please provide the model of the weapon in question, 
and we will supply proper destruction instructions. 


We trust that the foregoing has been responsive to your 
inguiry. If we can be of any further assistance, please 


contact us. 
Sincerely yours, 
PS | o - 
a GY fj = 
Stren fl ¢ bet f-, . 
"Edward M. Owen, Jr. 
Chief, Firearms Technoloy Branch 


